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SmoKe-ModifYinq Agents and Tr, c orporal: < on thereof 
in Smoki ng Mater ^al Rods 

The present invention relates to the manufacture of 
fibriform material comprising smoke-modifying agents and the 
incorporation of fibriform material comprising smoke-modifying 
agents in smoking material rods. 

It has heretofore been proposed to incorporate a filament 
comprising smoke-modifying agents in a smoking material rod, 
such as a tobacco rod. For example, in GB 2 070 409 it was 
proposed that a filament comprising smoke-modifying agents be 
incorporated in the smoking material rod by insertion of the 
filament at the tongue of the garniture of a tobacco rod 
making machine. As would be apparent to those skilled in the 
art, insertion of a filament at the tongue of the garniture 
would inevitably require bending of the filament, which 
bending may be undesirable under certain circumstances, such 
as when- a filament of lesser flexibility is used. 
Furthermore, wK;^ inserting filaments at the tongue of the 
garniture, the precis^ |ocat ion of the filament laterally of 
the resulting tobacco toa is not easily regulated and also, 
a^saovanrageously, the f low ot tobacco at the garniture can be 
readily disturbed. 

The filament disclosed in GB 2 070 409 may be formed of 
or obtained from a fibrous material, such as tobacco, paper, 
cotton or man-made textile fibres, which material readily 
carries or can be readily impregnated with smoke-modifying 
agents. A possible disadvantage of the invention the subject 
of GB 2 070 409 is that the smoke-modifying agents, if 



volatile, as is menthol for instance, can readily migrate ^^^^ 
the filament, resulting in losses of the agent (s) . TH^ 
migration of significant amounts of the smoke-modifying agents 
from the region of application is highly undesirable and thus 
for example methods of encapsulation of flavourants have been 
devised to prevent such migration. Considerable work has been 
undertaken in respect of the encapsulation of flavourants in 
beads or microcapsules. However, problems may exist in 
maintaining such beads or micro-capsules in cigarette tobacco 
rods. 

US 5,144,966 discloses a f lavourant-release additive in 
the form of a filament for incorporation in the combustible 
filler of cigarette products and a method of production of 
such a filament. The filament disclosed in US 5,144,966 
comprises a core matrix and a co-extensive sheath coating, 
wherein the core matrix comprises a mixture of flavourant 
compound and polysaccharide binder, and the sheath coating 
comprises a non-porous calcium alginate film. Such filaments 
are produced by a process which comprises 1) extruding an 
aqueous mixture of flavourant compound and polysaccharide 
binder through an inner nozzle to form a gelled core fibre, 2) 



simultaneously co-extruding an aqueous solution of water- 
soluble alginate salt through an outer nozzle, coaxial of the 
inner nozzle, to apply a co-extensive sheath coating on the 
core fibre, and 3) contacting the thus formed filament with an 
aqueous calcium compound solution to convert sodium alginate 
to insoluble calcium alginate in the filament sheath coating, 
thus to encapsulate the flavourant. This co-extrusion method 
for forming a type of encapsulated filament is cumbersome when 




iroducing large quantities of filaments, which of course, 
ould be required if such filaments were to be incorporated 
into cigarettes at commercial manufacturing speeds. 

in US 5,144,966 in Column 3, lines 20-23 it is stated, in 
respect of the incorporation of filments in filler rod during 
formulation of the rod on a rod making machine, that the 
filament, on a reel module, can be fed continuously to the 
moving cigarette wrapper strip in co-ordination with the 
combustible filler feed stream. As is well known to those 
persons skilled in the art, in cigarette manufacture the 
cigarette wrapper strip is fed directly into the garniture of 
the tobacco rod making machine. US 5,144,966 clearly teaches 
that the filament is fed to the moving cigarette wrapper strip 
and thus that the filament is fed to the garniture of the 
tobacco rod making machine, much in the same manner as that 
disclosed in GB 2 070 409 above. The disadvantages of such a 
system, as outlined above, include the lateral positioning of 
the fibre in the completed tobacco rod being substantially 
unregulated and the introduction of inflexible fibres being 
difficult. 

The present invention is predicated upon Applicant's 



realisation mar it: is import ant that when a smoke-modifying 
agent is incorporated in a tobacco rod such as to be 
distributed along the rod, the agent is located at an axial 
zone of the rod. such axial zone location of the agent 
ensures maximal transfer efficiency of the agent into 
mainstream smoke. Furthermore, the location of the agent at 
an axial zone of the rod, ensures a minimal propensity of spot 
formation on the tobacco rod wrapper. In addition, ash 




formation in cigarettes comprising a tobacco rod having 
smoke-modifying agent at an axial zone thereof resembles th 
of conventional cigarettes. 

US 4,219,031 teaches a method of making a smoking 
article, which smoking article comprises a gas permeable, 
self-supporting central core consisting essentially of a 
carbonised cellulose rod, which core is circumscribed by 
tobacco. Reference is made in Column 5, line 11 to the 
feeding of a carbonised rod into cigarette fabricating 
equipment, which equipment, it is said, acts to arrange cut 
tobacco shreds around the periphery of the core (rod) . 
However, there is no teaching as to how this could be achieved 
practically. 

Finally, in US 4,727,888 a method is disclosed for making 
a smoking article rod, for which method two tobacco rod making 
machines are juxtaposed with the respective garnitures in 
alignment. The first making machine produces a tobacco rod 
the diameter of which is smaller than that of a conventional 
cigarette. This small diameter tobacco rod is then fed from 
the first making machine directly into the second making 
machine, in which further tobacco is fed to and around the 
small diameter rod and a paper wrapper is applied about the 
layer of further tobacco, thus to form a coaxial tobacco rod 
of conventional exterior circumferential dimension. 

It is an object of the present invention to provide an 
improved and commercially practical method of incorporating 
fibriform smoke-modifying material in a smoking material rod. 

The present invention provides a method of incorporating 
fibriform smoke-modifying material in smoking material rod. 



•wherein fibriform smoke-modifying material is fed 
llongitudinally thereof to a rod making machine, the feed path 
in the machine extending in the vicinity of and being in the 
travel direction of the smoking material deposition run of the 
suction band of said machine, and the feed path extending 
parallel to the suction band guide rails of said machine, the 
fibriform smoke-modifying material being maintained, by guide 
means in said machine, at a predetermined distance from said 
run of said suction band against the suction force towards 
said run until a sufficient depth of filamentary smoxing 
material has been deposited on said run to support said 
fibriform smoke-modifying material substantially at said 
distance from said run, thereafter further said smoking 
material being deposited on said run. 

The fibriform smoke-modifying material suitably takes the 
form Of a single, continuous, fibriform element. 
Alternatively, the fibriform smoke-modifying material is fed 
to and into contact with the filamentary smoking material in 
the form of a sequence of discrete fibriform elements. m the 
latter case each element, in the feed path of the elements, 
may be at each end thereof in contact with the respective ends 
^^^^^ "^xt: adjacent elem ents of the sequence thereof, or may 
be spaced therefrom. 

in that filamentary smoking material is deposited on the 
deposition run of the suction band both before and after the 
fibriform smoke-modifying material becomes supported at, or 
substantially at, the said predetermined distance from the run 
by smoking material on the run, in the carpet of smoking 
material as finally formed at the downstream end of the run 



the element (s) is disposed other than at the upper or low^^^ 
boundary of the carpet. The position of the element (s^^ 
relatively of the upper and lower boundaries is determined in 
accordance with the location of the downstream end of the 
guide means relative to the location at which smoking material 
is first deposited on the deposition run of the suction band. 
Suitably, the location of the downstream end of the guide 
means is selected to be in a mid zone of that portion of the 
deposition run which extends from the location at which 
smoking material is first deposited on the deposition run to 
the downstream location at which the carpet of smoking 
material is finally formed. Thus, for example, the said 
location of the downstream end of the guide means may be 
situate between about 25% and about 60% of the length of said 
portion of the deposition run as taken from the location at 
which smoking material is first deposited on the run, and 
preferably between about 25% and about 40%. Suitably too, if 
the fibriform smoke-modifying material takes the form of a 
single only, continuous fibriform element, the feed path of 
the fibriform element in the making machine is aligned, or 
substantially aligned, with the plan view longitudinal centre 



line of the carpet on the deposition run of the suction band; 
that is to say, the element is, throughout the feed path 
thereof in the making machine, equi-distant, or substantially 
equi-distant, the suction band guide rails of the machine. As 
will be readily apparent to those of ordinary skill in the 
art, if two, say, continuous fibriform elements are fed to the 
making machine, the respective feed paths thereof are in the 
proximity of the said longitudinal centre line of the carpet 
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and, suitably, these feed paths are equi-distant said centre 
ine. By virtue of said location of the downstream end of the 
guide means being in a mid zone of said portion of the 
deposition run, the fibriform element (s) extends within an 
axial zone of the finally formed smoking material carpet, and 
thus also the element (s) extends within an axial zone of the 
subsequently formed smoking material rod. 

In the case in which the fibriform smoke-modifying 
material takes the form of a single only, continuous, 
fibriform element, preferably the feed path is so aligned and 
said location of the downstream end of the guide means is so 
selected, that in the smoking material rod the element extends 
precisley coaxially, or substantially coaxially, of the rod. 

Preferably, the guide means comprises rigid, elongate 
body means, which body means is provided with a guidance bore. 
The guidance bore is configured and dimensioned so as to 
ensure unimpeded movement through the bore of fibriform smoke- 
modifying material. Suitably, the elongate body is of 
generally tubular conformation. Thus, for example, the 
elongate body may take the form of a tube, the exterior 
diameter of which tube is suitably within a range of about 
0.5mm to about 3.0mm in a case in which the fibriform smoke- 
modifying material takes the form of a single fibriform 
element. Conveniently, the exterior diameter of the tube is 
about 1.5mm. Thus it may be that the elongate body generally 
resembles a syringe needle. 

Instead of the guidance bore being dimensioned 
appropriately for the movement therethrough of a single 
fibriform element, in the case in which two or more elements 




are fed simultaneously to the making machine, a single, larg 
guidance bore may be employed for the guided moveme 
therethrough of the two or more elements in side-by-side 
disposition. Alternatively, each of the two or more elements 
is guided in a respective bore of a plurality of guidance 
bores. A single or plurality of elongate body means may 
provide the plurality of guidance bores. 

Advantageously, the exterior conformation of the single 
elongate body means or the plurality thereof of the guide 
means is such as to minimise the obstacle presented, by the 
presence of the body means, to the flow of filamentary smoking 
material to the deposition run of the suction band of the 
making machine. Thus, for example, a streamline fairing may 
be provided, which fairing extends upwardly and/or downwardly 
of the elongate body means. Alternatively, or in addition, 
the flow of smoking material to the deposition run in the 
region of the guide means is aided by the provision of a 
modified flow path configuration. Thus in the vicinity of the 
guide means the flow path to each side thereof is enlarged, 
i.e. the lateral distance between the guide means and the path 
boundary to each side thereof is increased. 

A number of other measures may be taken with a view to 
ensuring that there is maintained in way of the guide means, 
and notwithstanding the presence thereof, the requisite flow 
of filamentary smoking material to, and depositing on, the 
deposition run of the suction band. Thus, for example, the 
profile of each of the guide rails is modified so to provide a 
modification and streamlining of the boundary of the path of 
flow of air and filamentary smoking material entrained therein 
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to the deposition run of the suction band. In accordance with 
mother of the aforesaid measures, the degree of suction at 
that portion of the deposition run overlying the guide means 
is modified relatively to that obtaining at the remainder of 
the deposition run. The degree of suction exerted in way of 
the guide means may, for example, be maintained at an elevated 
level and/or may be continuously varied. 

Advantageously, the fibriform smoke-modifying element (s) 
is conveyed continuously to the guide means by feed means. 
The feed means may comprise a pair of opposed feed rollers, 
which rollers are operable to draw a fibriform element from a 
wound storage source thereof and to feed the element to and 
through the guide means bore. 

The present invention further provides a process for the 
manufacture of a homogenous fibriform element comprising a 
smoke-modifying agent, wherein a mixture comprising a solution 
of polysaccharide and a smoke-modifying agent is fed through a 
nozzle means, and a jet of said mixture issuing from said 
nozzle means is brought into contact with a solution 
containing multivalent cations thus to effect solidification 
of said mixture. 

The non - oolid mixture may take th e f o rm o f, f o r example, 

a solution, a dispersion or an emulsion. 

Advantageously, the mixture is heated to provide an 
elevated temperature of the mixture of, for example, 45 »c and 
is fed at an elevated temperature through the nozzle means. 
Suitably, whilst at an elevated temperature, the mixture is 
stirred continuously. 
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Preferably, the nozzle means is multi-nozzle meam 
Suitably, the mixture is forced to and through the nozz 




means under the action of pressurised air, the mixture being 
supplied in a substantially continuous manner. The mixture is 
continuously stirred. 

Alternatively, the fibriform elements may be prepared by 
a process wherein a thread of fibrous material, for example 
tobacco, paper, cotton or man-made textile fibres, is passed 
through a mixture comprising a solution of a polysaccharide 
and a smoke-modifying agent, the coated thread of fibrous 
material is then contacted with a solution containing 
multivalent cations thus to effect solidification of said 
mixture. 

As an alternative or in addition to bringing the mixture 
comprising a solution of polysaccharide and a smoke-modifying 
agent into contact with a solution containing multivalent 
cations, the mixture can be brought into contact with an 
acidic solution, acetic acid for instance, thus to effect 
solidification of said mixture 

If there is a requirement to dry the so-formed fibriform 
elements, various methods are available to persons skilled in 
the a r t for dryin g the elements, — for example th e elements may 
be passed through an annular air knife or a drying tunnel, or 
multiple combinations thereof. 

Conveniently, the fibriform elements, in a dry, non- 
adhesive condition, are wound onto a spool for storage, the 
spool being of an appropriate diameter such that excessive 
bending of the element is avoided. Alternatively, the 
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^elements can be cut into lengths, of about 30cin for example, 
Hror subseq[uent use. 

The elements are preferably not breakable merely by being 
bent or drawn on. Thus, if deemed necessary, plasticisers, 
glycerol and/or propylene glycol for instance, can be added to 
the initial mixture in order to increase the flexibility 
and/or tensile strength of the elements « 

The initial mixture may further comprise an emulsifier if 
such an emulsifier is considered to be a requirement. The 
emulsifier may be, for example, a modified polysaccharide such 
as modified starch. 

The present invention further provides a homogenous, or 
substantially homogenous fibriform element comprising a matrix 
of polysaccharide and at least one smoke-modifying agent, 
wherein at least at the outer surface thereof a mesh of 
multivalent cations is present. 

In that the fibriform element is at least substantially 
homogenous, the smoke-modifying agent is distributed evenly 
throughout the element, so that the concentration of smoke- 
modifying agent along the element is at least substantially 
constant • 

The homogenous element is sucn tnat at least one smoke- 
modifying agent is encapsulated, in the sense of being held in 
the element against escape therefrom by, for example, 
volatilisation at ambient temperatures. 

The polysaccharide is preferably in aqueous solution. 
The polysaccharide may suitably be an acid polysaccharide in 
the form of an alkali metal salt, for example an alginate, 
particularly sodium alginate. Other suitable polysaccharides 
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which may be contemplated include pectins, gellan 
carrageenan, agar, celluloses, gum arabic, starch, xanthan 
and guar gum. 

The solution containing multivalent cations may be, for 
example, an aqueous or alcoholic solution. The multivalent 
cations are ions of the group consisting of calcium, 
strontium, barium, iron, silver, aluminium, manganese, 
vanadixm, copper and zinc, particularly calcium ions. For 
instance, a suitable aqueous solution containing mutlivalent 
cations is aqueous calcium chloride. 

The present invention further provides a homogenous 
fibriform element as manufactured by a process in accordance 
with the process statement of invention hereinabove. 

Much by preference, the homogenous element is of a 
constant cross-section. Suitably, the element is of circular 
cross-section, in which case the diameter thereof will 
generally not be more than about 3.0mm, preferably not 
exceeding about 1.0mm. 

The present invention further provides a smoking article 
comprising a smoking material rod, within which rod there 
extends, generally longitudinally of the rod, a fibriform 
element, which element comprises a marrix, wnicn matrix 
comprises polysaccharide, and at least one smoke-modifying 
agent, the element also comprising, at least at the outer 
surface thereof, a mesh of multivalent cations. 

Preferably the fibriform element extends co-extensive ly 
of the smoking material rod. More than one fibriform element 
may extend, within the smoking rod, generally longitudinally 
thereof, in which case, each of the elements extends within an 
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•axial zone of the rod. Advantageously, if a single only 
felement extends within the smoking material rod, the element 
extends at least substantially coaxially of the rod. An 
advantage existing as a consequence of the element (s) 
extending with in an axial zone of the smoking material rod is 
that when a smoking article comprising the smoking material 
rod is smoked, losses of smoke-modifying agent to sidestream 
smoke are minimised and thus the transfer efficiency of the 
smoke-modifying agent to the mainstream smoke is improved. 

The present invention further provides a smoking article 
comprising a smoking material rod including at least one 
homogenous fibriform element as manufactured by a process in 
accordance with the process statement of invention 
hereinabove . 

Suitable smoke-modifying agents may comprise, for 
example, tobacco dust or f lavourant(s) , menthol and/or 
furaneol, for example. In the former case the tobacco dust 
may be impregnated with a flavourant. 

In order that the present invention may be clearly 
understood and readily carried into effect, reference will now 
be made, by way of example, to the accompanying diagrammatic 
drawings, in which:- 

Figure 1 shows an upstream section of a tobacco rod 
making machine and associated equipment; 

Figure 2 shows a transverse section, to an enhanced 
scale, taken at the guide rails and at section II-II of Figure 
1 looking in the direction of the arrows; 

Figure 3 corresponding to Figure 2, but depicts a 
somewhat different arrangement of parts; 
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Figure 4 shows apparatus for the continuous manufactu 
of a fibriform element; 

Figure 5 shows apparatus for the continuous manufacture 
of a plurality of fibriform elements; and 

Figure 6 shows a smoking article incorporating a 
fibriform element. 

In Figure 1, reference number 1 designates generally a 
tobacco rod making machine, only an upstream portion of which 
is shown. The making machine 1 comprises the well known 
features of an upwardly extending tobacco-feed chimney 2, a 
foraminous metallic suction band 3 trained about rollers 4 and 
5 (one of which is a drive roller) , a trough guide 6 and 
ecreteurs 7 and 8. 

In operation of the making machine 1, filamentary cut 
tobacco filler is fed continuously to the lower end of the 
chimney 2 by conventional feed means (not shown) of the 
machine 1 and flows upwardly within the chimney 2 (as 
indicated by arrow T) in an air flow which is maintained under 
the action of a vacuum which is maintained above lower run 3 • 
of the foraminous suction band 3 (see Figures 1, 2 and 3) . At 
the trough guide 6 the filler is deposited on the underside of 
the lower run 3» of the suction band 3 and is transported, as 
a carpet, on the band 3, forwards (leftwards viewing Figure 1, 
i.e. in the direction of arrow A) to the location of the 
ecreteurs 7 and 8, which serve to trim filler from the carpet. 
As is well known to those skilled in the art, downstream of 
the ecreteurs 7 and 8 the tobacco carpet is fed into a 
garniture (not shown) of the making machine 1 under the action 
of a transporting garniture band (also not shown) which acts. 
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in addition, to feed a continuous web of cigarette paper to 
|the garniture. The garniture serves to enwrap the tobacco in 
the cigarette paper web to provide a continuous tobacco rod. 
Signals from a rod density monitoring means (also not shown) 
downstream of the garniture cause position changes of the 
ecreteurs 7 and 8 such that the amount of tobacco trimmed from 
the carpet on the suction band 3 is that requisite to maintain 
the density of the cigarette rod within specified tolerance 
limits. 

As is indicated by Figures 2 and 3, the trough guide 6 
comprises first and second suction band guide rails 9 and 10. 
Extending between the guide rails 9 and 10 is guide means li 
taking the form of a straight rigid guide tube of l.Omm 
exterior diameter, formed, for example, of a stainless steel. 
Figure 2 shows a transverse section taken at the guide rails 
and at section II-II of Figure 1 looking in the direction of 
the arrows and depicts guide rails 9 and 10 which have been 
altered in shape in the region of the guide tube 11 to ensure 
an adequate flow of air and filamentary tobacco entrained 
therein to the suction band 3 regardless of the presence of 
the guide tube 11. The cross-sectional configurations of the 
section taken along line IIl-iii of Figure 1 looking in the 
direction of the arrows, are as per those shown for the rails 
9, 10 in Figure 3. Figure 3 further depicts a streamline 
fairing 12 extending vertically downwardly from the guide tube 
11 so that the flow of air and filamentary tobacco to the 
suction band 3 is smoothly diverted around the guide tube 11. 
These mechanisms prevent the presence of the guide tube 11 
resulting in blockages caused by a build-up of filamentary 
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tobacco in the vicinity of the tube 11. The presence 
fairing 12 may further increase the inherent rigidity of gui 
tube 11. 

In Figure 1 reference numeral 13 designates generally 
feed means, which feed means 13 comprises a pair of opposed 
feed rollers 14a and 14b which run at the same speed as that 
of the suction band 3 • The rollers 14a and 14b serve to draw 
a continuous fibriform element 15 from a spool 16 upon which 
the continuous element 15 is wound. The continous element 15 
is fed to and through the guide tube 11 as indicated in Figure 
1. 

In operation of the making machine 1 and the associated 
feed means 13, filamentary cut tobacco filler, entrained in 
conveying air, passes up the chimney 2 and is deposited on the 
moving lower run 3» of the suction band 3 and, simultaneously 
therewith, the filamentary element 15 is continously fed 
forwardly by the feed means 13 and in its travel in a feed 
path between the guide rails 9, 10 the element is guided by 
the guide tube 11. In the travel thereof up the chimney 2 in 
way of the guide tube 11, the filamentary tobacco flows 
adequately to the run 3 • of the suction band 3 by virtue of 
the provision of flow modifying means, as for example, those 
as described above with reference to Figure 1 and/or Figure 3. 

As is well known to those skilled in the art, the depth 
of the carpet of filamentary tobacco which is deposited on run 
3 • of the suction band 3 increases proportionately from the 
right to the left hand of the chimney 2 (as viewing Figure 1) . 
The length dimension of that portion of the guide tube 11 
which extends within the chimney 2 is such that the depth of 



17 



the aforesaid tobacco carpet at the location of the outlet end 
the leftward end as viewing Figure 1) of the tube 11 is 
substantially equivalent to the distance by which the tube 11, 
at its outlet end, is spaced from the run 3« of the suction 
band 3. This being the case, immediately upon the emergence 
thereof from the guide tube 11, the fibriform element 15 is 
supported by the tobacco carpet against the suction force 
acting towards the run 3' of the suction band 3. By virtue of 
the element 15 being so supported upon emergence from the 
guide tube 11, it is possible to ensure that in the 
subsequently formed tobacco rod the element 15 is disposed co- 
axially of the rod. 

Figures 4 and 5 depict generally first and second 
apparatus for the continuous manufacture respectively of a 
single fibriform element 15 and a plurality of fibriform 
elements 15. in use of these apparatus a continuously heated 
and stirred emulsion 18 of aqueous sodium alginate solution 
and, menthol and propylene glycol solution (80% menthol: 20% 
propylene glycol) , wherein the ratio of menthol : alginate in 
the resulting emulsions is 1:1, is transferred via a delivery 
tube 19 to either a single nozzle head 20 (as depicted in 
Figure 4) ul Lu a multiple nozzle head 21 — (as depicted in — 
Figure 5) . Pressurised air is used for this transfer, the 
pressurised air being supplied from an air source 22 via an 
air line 23. A pressure gauge 24 is positioned in the air line 
23. The aqueous emulsion 18 is heated to about 45oc. As 
shown in Figure 4, the fibriform element 15 produced at the 
nozzle head 20 is then directed to and downwardly through a 
vertical cylinder 26. A spray means 28 sprays an aqueous 
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solution of calcixm chloride 27 (4-6% by weight) onto 
filament 15 during the passage thereof through the cylinde^^ 
26. The calcium chloride solution 27 is supplied from a 
reservoir thereof via a delivery tube 30 using pressurised air 
supplied from an air source 31 via an air line 32. A pressure 
gauge 33 is present in the air line 32. Excess calcium 
chloride solution droplets are removed via exhaust outlet 34. 
The excess calcivun chloride solution droplets are removed by 
use of a suction force, which suction force can be provided by 
fan means. Alternatively, as shown in Figure 5, multiple 
elements 15 are drawn down from the nozzle head 21 onto a 
rotating drum 35, the speed of rotation of the drum 35 being 
linked to the flow rate of emulsion 18 to the nozzle head 21. 

Calcium chloride solution 27 (4-6% by weight) is sprayed 
by spray means 28 onto the elements 15 on the rotating driim 
35. The calcium chloride is supplied from a reservoir 29 
thereof via a delivery tube 30, using pressurised air supplied 
from an air source 31 via an air line 32. A pressure gauge 33 
is present in the air line 32. Excess calcium chloride 
solution droplets on the drum are collected in a tray (not 
shown) positioned beneath the drum, and suction means can be 
employed to remove excess calcium chloride solution droplets 
which are air borne. 

The process, as depicted in Figures 4 and 5, subsequent 
to the application of the calcium chloride 27, is 
substantially identical for either a single fibriform element 
or a plurality of fibriform elements. That is to say, the 
element (s) is dried using an air knife 36, 37 and/or a drying 
tunnel 38. Both the air knife 36, 37 and the drying tunnel 38 
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•are arranged such that in operation heated air is passed about 
the fibriform element (s) 15. The resulting dried element (s) 
is wound onto a spool (s) 16. When, as in Figure 5, a 
plurality of elements 15 is manufactured, each is wound 
singularly on the spool 16. As a person skilled in the art 
would be aware, the direction of travel of the fibriform 
element (s) 15 during the manufacture thereof may be altered at 
any point in the process in order to relieve the fibriform 
element (s) 15 of excessive gravitational tensile forces and 
thus prevent breakage of the element (s) 15. 

The process, as depicted in Figure 5, allows for a 
plurality of fibriform elements 15 to be manufactured using 
minimal machinery. 

In Figure 6, reference numeral 39 designates generally a 
cigarette comprising a rod of tobacco 40 and a cigarette 
filter 41. The cigarettes 39 further comprises a fibriform 
element 15 extending longitudinally and substantially co- 
axially of the tobacco rod 40. The fibriform element 15 
comprises menthol encapsulated in an alginate matrix. 

An advantage of using a fibriform element (s) comprising 
encapsulated menthol is that thereby an even distribution of 
menthol along the tobacco rod is readily attained; whereas the 
even distribution of capsules of encapsulated menthol along 
the rod can be difficult to achieve. 



